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of the multiple impression die being scrapped is rather higher but the
production times are generally lower. English practice seems to favour
the use of separate dies, while American practice favours the multiple
impression die.

After leaving the drop hammer the job goes to a trimming press to have
the flash removed ; this is done by pushing the job through a die which
has a hole in it whose shape is the outline of the job on the parting
surface, by means of a punch carried in the moving head or ram of the
press. The punch fits the hole in the die, leaving a small clearance all
round and so when the job is pushed through the flash is sheared off.
The bottom surface of the punch may be shaped to fit the top 'surface of
the job. Trimming is commonly done immediately after stamping but
sometimes the job is allowed to cool first; this
reduces the risk of the job being distorted by the
operation. Trimmer dies are given a clearance angle,
as indicated in Fig. 77, which ranges from 18 degrees
for thin dies up.to about \ in. in thickness, down to
6 degrees for dies 3 in. or more in thickness. By
using a fine band saw it is possible to cut the punch
out of the block of metal used for the die. Fig. 78 shows the various
stages in the production of a duralumin connecting rod.

When a pair of dies is put into a drop hammer their alignment is
generally checked by stamping a clay sample.   The dies must be warmed
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up before being use<J for stamping and this is done by putting a heated
piece of metal between them. Pre-heating of the dies is particularly
important with aluminium alloys, as these have rather a narrow range of
temperature in which forging is possible. These alloys also do not flow
nearly so readily as steels and the stresses set up in the dies are frequently
greater than with steel, the die life being correspondingly lower. When